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door through which the materials comprising the cupola charge are
introduced. A platform is arranged at a convenient level for the men
\vho charge the materials and elevators and lifting tackle are usually
provided to facilitate this handling. The floor of the cupola is made up,
after the doors have been closed and propped, by spreading burnt sand
over it, this sand being sloped towards the tap hole as shown. When
starting up the cupola a layer of kindling wood is placed on the cupola
floor and then coke is charged in until it reaches just above the top of
the tuyeres. The kindling wood is then lighted and the natural draught
of the stack is relied on to ignite the coke bed. When the latter is
thoroughly ignited charges of metal, coke, and sometimes limestone are
put in in sequence until the level of the charging doors is. reached.
The blast is then turned on and, in about 10 minutes or so, molten metal
will start to trickle down past the tuyeres and to collect at the bottom.
The metal charges consist of pig-iron, steel scrap, and cast-iron scrap,
and the usual practice is to put the pig-iron round the outside, in contact
with the cupola walls, the steel scrap in the middle, and the cast-iron
scrap evenly on top of both. The weight of the coke charges, subsequent
to that for the bed, is made sufficient to fill the cupola for a height of
about 6 in. The metal charges are from eight to twelves times and, when
used, the limestpne charges are about one-fifth of the weight of the coke
charges. Unless the cupola is going to be operated for long periods the
limestone charges may not be necessary. The blower supplying the
'blast maintains a pressure of from 6 to 24 oz. per sq. in. The molten
metal and slag collect at the bottom 'of the cupola, the slag, being the
j lighter, floating on the top of the metal. When sufficient metal has been
melted to bring the level of the slag to about 4 in. below the bottom of
the tuyeres the slag is run off by unplugging the slag spout, which is
, situated opposite to, but a bit higher than, the tapping hole. In some
cupolas two rows of tuyeres are used, one above the other, and several
special types of cupola have been developed in recent years. Various
forms of blower are used for supplying the blast, but an electrically
driven centrifugal type fan seems to be the type most commonly used in
modern installations. A medium-sized cupola with an inside diameter
/of about 3^ ft. takes about 3 hours to get started up and ready to supply
metal. It can be kept in operation for a period up to 10 hours or so
t but must then be closed down, cleaned out, and patched as necessary
i before being restarted. In small foundries it is fairly common practice
to light up the cupola some time in the morning so that moulds can be
poured during the day, the cupola being shut down in the evening and
the doors opened for cleaning out slag, etc.; the doors are left open
during the night and so the cupola lining is cool enough for patching
early next morning for the next day. In large foundries several cupolas
would be in operation and would be shut down in rotation. Some
cupolas are provided with receivers situated adjacent to but below the